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(54) CONTINOUS MANUFACTURE OF MOLDING AND DEVICE THEREFOR 

(57)Abstract: 

PROBLEM TO BE SOLVED: To automatically mass-produce 
moldings by slightly detaching molds downward to remove 
moldings from the molds during the coagulation of a solid 
solution injected into the molds while the modes move 
toward the end of a forward passage, and making the molds 
which are set free at the end of the forward passage 
descend right under the end moving the molds back upto a 
spot right under the starting point of the forward passage to 
make the molds ascend. 

SOLUTION: A catapillar-type array of a plurality of molds 1 
begins moving along a circulatory stroke. A solid solution is 
injected into individual molds passing through the device 3 
for manufacturing moldings continuously by a squeeze-out 
type solid solution injection device 3 provided on the 
upstream side of a forward passage 2a. Simultaneously with 
the start of coagulation of the solid solution by cooling, the 
molds 1 are removed from moldings A. The molds 1 which 
reach the terminal part of a removing step are received by a 
cylinder 9 which ascends by a signal sensing the approach of 

the molds 1, and are made to descend to the height of an entrance for a backward passage 2c to be 
sent into the entrance of the backward passage 2c by a cylinder 13. The molds 1 reaching an 
ascending passage 2d after passing through the backward passage 2c are received by a cylinder 10 
and are made to ascend to the height of an entrance for the forward passage 2a. 
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CLAIMS 



[Claim(s)] 

[Claim 1] By pouring in the solid solution one by one and making it solidify to two or more metal mold 
remitted to the endless track type through which it circulates in the state of a matrix It is the approach of 
manufacturing many casts with which the bottom edge was wide opened through the cast top plating 
continuously as a continuation molding object connected forward and backward. The extrusion 
impregnation process of pouring in the solid solution to this metal mold during migration toward the 
terminal point of this migration from the starting point of the outward trip in which said two or more metal 
mold carries out advance migration, As the poured-in this solid solution solidifies as a cast, it goes from an 
adhesion condition with this cast caudad one by one to each metal mold. By [ slight ] making it break away 
a dimension every The sampling process which samples said continuation molding object from said metal 
mold, and the downward process which descends the metal mold released from the sampling process at the 
terminal point of said outward trip directly under a terminal point location, The return process which goes 
metal mold astern along with the return trip which it was made to incline downward [ a condition or 
downward J near a **** horizontal, and was prepared from the location which descended, and which carries 
out go-astern migration, and returns to the directly under location of the starting point of said outward trip 
The continuation manufacture approach of the cast characterized by consisting of a rise process which 
goes up said metal mold from this directly under location to the starting point location of said outward trip 
right above. 

[Claim 2] By pouring in the solid solution one by one and making it solidify to two or more metal mold 
remitted to the endless track type through which it circulates in the state of a matrix A conveyance means 
of metal mold to be equipment which manufactures continuously many casts with which the bottom edge 
was wide opened through the top plating cast as a continuation molding object connected forward and 
backward, to make a single string continue mutually in the state of adhesion, and to convey said two or 
more metal mold horizontally, The extrusion injector which is arranged above the metal mold conveyance 
starting position of the conveyance means of this metal mold, and pours in the solid solution to this metal 
mold that carries out advance migration. The pressurizer which adjoins this extrusion injector, is arranged 
to a metal mold conveyance-side, presses the top face of the solid solution poured in into metal mold by 
the predetermined pressure, and is continuously fabricated to a flat field, A guide means to guide metal 
mold below gradually using the conveyance force of metal mold, The continuation manufacturing installation 
of the cast characterized by having a draw means to make two or more knock out pins which can appear 
freely frequently in a cavity project from an inferior surface of tongue upward to migration in the lower part 
of this metal mold corresponding to the reverse sense, and a circulation means of metal mold to circulate 
the sampled metal mold to the conveyance starting position of said metal mold. 

[Claim 3] Continuation manufacturing installation of the cast according to claim 2 with which it is equipped 
free [ rotation of the roller guided for said guide means at said metal mold so that it may continue in the 
level condition according to an individual through between ahead movement by the condition of the medial 
axis which meets in the advance direction of metal mold when said metal mold goes caudad one by one 
from an adhesion condition with a cast in accordance with said guide means, a level condition is mostly 
maintained with addressing omission ****** to few dimensions and it moves forward and may hold ]. 
[Claim 4] The continuation manufacturing installation of the cast according to claim 2 or 3 with which the 
means which carries out the load of the pressing force of the direction which continues at the specific 
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section with the molding process which carries out advance migration while impregnation of said solid 
solution is' performed, and is mutually stuck from order to two or more metal mold under migration is 
established. 

[Claim 5] The continuation manufacturing installation of the cast according to claim 2 or 3 with which the 
back end side of this metal mold in the condition of said metal mold having circulated and having returned 
to said metal mold conveyance starting position, and the pressing mechanism for forcing between the front 
end sides of other metal mold mutually in the adhesion direction from order in the terminal point location of 
said advance migration are formed. 

[Claim 6] The continuation manufacturing installation of the cast according to claim 2 which two or more 
knock out pins implanted said knock out pin towards the middle plate side which drilled two or more pin 
holes penetrated possible [ frequent appearance in said cavity ], and this middle plate side, and was 
constituted from a rise-and-fall plate which can attach and detach within the limits of predetermined to 
the middle plate while blockading the whole surface of the shuttering which consists said metal mold of a 
cavity corresponding to said cast, and this shuttering. 

[Claim 7] So that it may equip with an inside roller and an outside roller respectively free [ rotation ] before 
and behind the both-sides side of said metal mold, and metal mold may be maintained horizontally and it 
may move below gradually towards the front While arranging the inside guide rail to which it shows said 
inside roller, and the outside guide rail to which it shows said outside roller, respectively Either the rail for 
maintaining that it is movable and horizontally said rise-and-fall plate of said metal mold, or a maintenance 
roller The inferior surface of tongue or said internal and external guide rail of a rise-and-fall plate is met, 
and it is the continuation manufacturing installation of a cast according to claim 3 or 6 which established 
another side in the inferior surface of tongue of the lower part or said rise-and-fall plate along with said 
internal and external guide rail caudad. 

[Claim 8] While arranging the elevator style which goes up and down perpendicularly in the termination 
location of an inside-and-outside guide rail in the terminal point location of said advance path, and 
descends in support of said metal mold By making the downward location of this elevator style into the 
starting point, turn back the guide orbit it can run [ that installation of the internal and external roller of 
said metal mold is possible, and ] horizontally in parallel with said advance path, and it is arranged. The 
continuation manufacturing installation of the cast according to claim 3 or 7 which arranged the elevator 
style which puts side by side the band conveyor for conveyance of said metal mold in accordance with this 
guide orbit, and goes up from the termination of said guide orbit to the starting point location of said 
advance path in support of said metal mold. 

[Translation done.] 



http://www4.ipdljpo.gojp/cgi-bin/tran_web.cgi_ejje?u=http%3A%2F%2Fwww4.ipdljpo.gojp%2F... 2004/04/09 



* NOTICES * 



Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the original precisely. 

2-**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to the approach of manufacturing continuously many casts 
with which the pars basilaris ossis occipitalis was wide opened through the cast top plating as a 
continuation molding object connected forward and backward, and its manufacturing installation 
[0002] 

[Description of the Prior Art] For example, the injection molding approach well-known as a method and 
injection molding equipment which are performed from the former are common as the method of 
manufacturing the cast of the honeycomb structure which opened upper limit wide, or equipment. Since 
actuation is carried out by the basis of an easy and positive procedure so that it may be known well, this 
kind of the manufacture approach or a manufacturing installation has the advantage that a reliable cast is 
obtained, can employ that advantage efficiently depending on an application, and is used as the high 
approach and equipment of an availability. 
[0003] 

[Problem(s) to be Solved by the Invention] Although the aforementioned conventional manufacture 
approach and a manufacturing installation can fully employ the advantage efficiently by the application For 
example, if it puts in another way when manufacturing very a lot of casts very much moreover 
comparatively cheaply for a short time has the demand to a cast When priority is given to a volume, time 
for delivery, or a cost cut over the demand about precision, such as a geometry of a cast, by the 
aforementioned conventional manufacture approach or the manufacturing installation, correspondence is 
difficult absolutely and the so-called examination of mass-production method installation is needed from it. 

[0004] When an example is given, there is grass personal protective equipment of the grass parking lot by 
which the arrival eye is carried out the other day as an application of the cast A of the honeycomb 
structure shown in drawing 2 . As the grass personal protective equipment which consists of a cast A of 
honeycomb structure is covered with and put on the whole surface and a car is parked on it, directly, it is 
made for the tire of a vehicle not to force grass, it has it. and this grass personal protective equipment 
aims at protection and its training of the grass in a parking lot, when parking a car at a grass parking lot. In 
the case of the cast of the honeycomb structure used for such an application, it is certain that priority is 
given to cast supply of an amount first huger than the demand about the improvement in precision of the 
geometry to a cast etc., and promotion of manufacture speed, and the demand to a cast is difficult to 
correspond by the conventional injection molding method to such a demand. That is, in order to rearrange 
the manufacture approach of the cast of honeycomb structure, or a manufacturing installation to the 
method which can respond to the above demands, it is necessary to throw away the conventional injection 
molding method, for example, to adopt the continuous manufacture method by the extrusion method. 
[0005] It aims at offering the continuation manufacture approach and the equipment of the cast which can 
realize mass-production-method organization of automatic system by this invention having been made in 
view of the above-mentioned fault point, improving the trouble on the mass-production-method 
organization establishment resulting from equipment being an injection-molding method conventionally, 
adopting the circuit system by application of the knockout method of the solid solution, and two or more 
metal mold, and enabling implementation of a continuation manufacture method. 
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[0006] f ... 

[Means for Solving the Problem] The manufacture approach of this invention concerning claim 1 for 
solution of the above-mentioned technical problem By pouring in the solid solution one by one and making 
it solidify to two or more metal mold remitted to the endless track type through which it circulates in the 
state of a matrix It is the approach of manufacturing many casts with which the bottom edge was wide 
opened through the cast top plating continuously as a continuation molding object connected forward and 
backward. ** The extrusion impregnation process of pouring in the solid solution to this metal mold during 
migration toward the terminal point of this migration from the starting point of the outward trip in which 
said two or more metal mold carries out advance migration. As the poured-in this solid solution solidifies as 
a cast, it goes from an adhesion condition with this cast caudad one by one to each metal mold. ** By 
[ slight ] making it break away a dimension every The sampling process which samples said continuation 
molding object from said metal mold, and the downward process which descends the metal mold released 
from the sampling process at the terminal point of the ** aforementioned outward trip directly under a 
terminal point location, ** The return process which goes metal mold astern along with the return trip 
which it was made to incline downward [ a condition or downward ] near a **** horizontal, and was 
prepared from the location which descended, and which carries out go-astern migration, and returns to the 
directly under location of the starting point of said outward trip, ** It is characterized by consisting of a 
rise process which goes up said metal mold from this directly under location to the starting point location 
of said outward trip right above. 

[0007] According to the manufacture approach concerning this invention which has the above-mentioned 
configuration, with the gestalt of the continuation molding object connected forward and backward through 
the top plating cast by coincidence in many casts with which the end (whole surface) was opened wide, 
many casts can be continuously manufactured from an extrusion type injector by carrying out sequential 
impregnation of the solid solution at metal mold, consequently mass-production-method organization can 
be realized. Thereby, the manufacturing cost of a cast can be lowered sharply. 

[0008] The manufacturing installation of this invention concerning claim 2 for solution of the above- 
mentioned technical problem By pouring in the solid solution one by one and making it solidify to two or 
more metal mold remitted to the endless track type through which it circulates in the state of a matrix A 
conveyance means of metal mold to be equipment which manufactures continuously many casts with which 
the bottom edge was wide opened through the cast top plating as a continuation molding object connected 
forward and backward, to make a single string continue mutually in the state of adhesion, and to convey 
said metal mold of a plurality horizontally, b) The extrusion injector which is arranged above the metal mold 
conveyance starting position of the conveyance means of this metal mold, and pours in the solid solution 
to this metal mold that carries out advance migration, c) The pressurizer which adjoins this extrusion 
injector, is arranged to a metal mold conveyance-side, presses the top face of the solid solution poured in 
into metal mold by the predetermined pressure, and is continuously fabricated to a flat field, d) A guide 
means to guide metal mold below gradually using the conveyance force of metal mold, It has a draw means 
to make two or more knock out pins which can appear freely frequently in a cavity project from an inferior 
surface of tongue upward to migration in the lower part of this metal mold corresponding to the reverse 
sense, and a circulation means of metal mold to circulate the metal mold e Sampled to the conveyance 
starting position of said metal mold. 

[0009] Since the manufacture approach concerning claim 1 can be enforced certainly according to the 
manufacturing installation according to claim 2 concerning the above-mentioned configuration and also it 
can fabricate continuously by carrying out easy [ of two or more metal mold of a fixed form ], and 
circulating them Since the cast which two or more knock out pins were made to project in the cavity of 
metal mold corresponding to the reverse sense to drop metal mold gradually, and carried out cooling 
solidification with the guide means is sampled while the manufacturing cost of metal mold becomes 
comparatively cheap, mold omission is performed certainly. 

[0010] It is desirable to equip with the guide idler guided for said guide means at said metal mold so that it 
may continue in the level condition according to an individual through between ahead movement by the 
condition of the medial axis which meets in the advance direction of metal mold when [ according to claim 
3 J said metal mold goes caudad one by one from an adhesion condition with a cast in accordance with 
[ like ] said guide means, a level condition is mostly maintained with addressing omission ****** to few 
dimensions and it moves forward and may hold, enabling free rotation. 
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ESI I - 0 ° manufa cturing installation according to claim 3, by composition with migration of a 

**** horizontal direction, and migration of the direction of a vertical for sampling actuation the locus of 
migration of metal mold while moving a sampling process becomes possible [ regulating this horizontally 
powerfully ] to the inclination which is easy to serve as a posture of slanting facing down according to an 
individual sometimes, and can hold the posture of metal mold into a horizontal posture The evil by the 
posture of metal mold turning into a posture of slanting facing down When going caudad and sampling metal 
mold from that there is a possibility that coagulation may start with the condition which is not level and 
the configuration of a cast may become badly made in the condition that the poured-in solid solution has 
not sol.dified completely, and a cast, It is the direction of the friction surface on which it slides mutually 
not agreeing with the direction of a vertical, therefore being unable to perform smooth sampling actuation 
easily etc. These problems can solve all very easily by continuing and holding the medial axis of the metal 
mold in a sampling process in the level condition according to an individual through between these 
migration. [0012] It is desirable to establish the means which carries out the load of the pressing force of 
the direction which continues at the specific section according to claim 4 with the molding process which 
carries out advance migration while impregnation of said solid solution is performed like, and is mutually 
stuck from order to two or more metal mold under migration. 

[0013] According to the manufacturing installation according to claim 4, impregnation of the solid solution 
is performed in a certain specific section in a molding process, but Although there is a possibility that the 
contact surface between metal mold before and after adjoining with the transfer pressure at that time may 
estrange mutually, a clearance may be generated in the meantime, and the solid solution may leak and 
come out outside from the clearance By restricting the stroke section before and after performing 
impregnation of the solid solution by the configuration of this claim, and carrying out the load of the 
pressing force of the direction mutually stuck from order, the exsorption to the exterior from said 
clearance can be prevented, and it becomes possible to carry out impregnation actuation of the solid 
solution safely certainly. 

[0014] It is desirable to form the back end side of this metal mold in the condition according to claim 5 of 
said metal mold having circulated and having returned to said metal mold conveyance starting position like 
and the pressing mechanism for forcing between the front end sides of other metal mold mutually in the 
adhesion direction from order in the terminal point location of said advance migration 

[0015] According to the manufacturing installation according to claim 5. to all the metal mold of the molding 
process m the upper part location in the circulation path of metal mold by forcing between the front end 
side and back end side mutually in the adhesion direction from order It becomes possible to continue 
operation of equipment to each actuation of balking of the metal mold in the downward process performed 
in the middle of a circulation process, or a return of the metal mold to a manufacture starting position 
without barring the smooth nature of circulation migration of metal mold. 

[0016] Like, said knock out pin can be implanted towards the shuttering [ which consists said metal mold of 
a cavity according to claim 6 corresponding to said cast ], and middle plate side which drilled two or more 
pin holes which two or more knock out pins penetrate possible [ frequent appearance in said cavity ] while 
blockading the whole surface of this shuttering, and this middle plate side, and it can constitute from a 
rise-and-fall plate which can attach and detach within the limits of predetermined to a middle plate In 
addition, needless to say, the middle plate which blockades the whole surface of shuttering and this 
shuttering can be formed in one. 

[0017] According to the manufacturing installation according to claim 6, the structure of metal mold is 
easy, since a rise-and-fall plate consists of structure where it is together put possible [ attachment and 
detachment J within the limits of predetermined, and a knock out pin appears frequently in a cavity to a 
middle plate, handling is easy and the draw of a cast is also performed easily. [0018] So that it may equip 
with an inside roller and an outside roller respectively free [ rotation ] before and behind the both-sides 
side of said metal mold, and metal mold may be horizontally maintained like the publication to claim 7 and it 
may move below gradually towards the front While arranging the inside guide rail to which it shows said 
inside roller, and the outside guide rail to which it shows said outside roller, respectively Along with the 
inferior surface of tongue or said internal and external guide rail of a rise-and-fall plate, another side can 
be established in the inferior surface of tongue of the lower part or said rise-and-fall plate along with said 
internal and external guide rail at the lower part for either the rail for maintaining that it is movable and 
horizontally said rise-and-fall plate of said metal mold, or a maintenance roller. 
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[0019] Sinoe shuttering and a middle plate descend to coincidence along with a guide rail while being sent 
[ according to the manufacturing installation according to claim 7 ] to the front in addition to the operation 
by equipment according to claim 3. a rise-and-fall plate being horizontally maintained by the cooperativity 
of a maintenance roller and a rail, two or more knock out pins implanted in the rise-and-fall plate project 
gradually in the cavity, and a cast is extracted from the shuttering of metal mold. 

[0020] While arranging the elevator style according to claim 8 which goes up and down perpendicularly in 
the termination location of an inside-and-outside guide rail in the terminal point location of said advance 
path, and descends in support of said metal mold like By making the downward location of this elevator 
style into the starting point, turn back the guide orbit it can run [ that installation of the internal and 
external roller of said metal mold is possible, and ] horizontally in parallel with said advance path, and it is 
arranged. In accordance with this guide orbit, the band conveyor for conveyance of said metal mold can be 
put side by side, and the elevator style which goes up from the termination of said guide orbit to the 
starting point location of said advance path in support of said metal mold can be arranged. 
[0021] After according to the manufacturing installation according to claim 8 dropping the metal mold 
conveyed to the terminal point location of an advance path at elevator guard and conveying it to 
termination on a band conveyor in accordance with a level guide orbit, metal mold can be certainly returned 
to the starting point location of an advance path by the elevator stvle 
[0022] 

[Embodiment of the Invention] Hereafter, the gestalt of the operation about the continuation manufacture 
approach and this manufacturing installation of a cast concerning this invention is explained in detail below 
based on a drawing. 

[0023] The general drawing showing the outline of the continuation manufacturing installation of the cast 
which dj^wmgj_ requires for this invention, the perspective view showing the cast of the honeycomb 
structure as an example of the cast with which drawing 2 is manufactured by the manufacturing installation 
of drawing 1 . metal mold [ in / in drawing 3 (a) / the III— III line position in drawing 1 ] and the sectional 
view of the circumference of it, and drawing 3 (b) are the sectional views cut by the I-I line of drawing 3 
(a), and drawing 4 is the sectional view of the metal mold in the IV-IV line position in drawing 1 , and the 
important section of the circumference of it. 

[0024] In drawing 1 , by this example, metal mold 1 is the thing of the configuration corresponding to the 
cast A of honeycomb structure with which the barrel of the shape of a hexagon of the upper limit 
disconnection shown in drawing„2 continues, and consists of predetermined die length (for example 
200mm) by predetermined width of face (for example, 1000mm). It is arranged by the condition of the 
matrix of the endless track type which turns upward the field where two or more of the metal mold 1 was 
opened wide, and circulates through it, and circulation migration is carried out along the circulation path 2 
with the various mold migration means established in the middle of the circulation path 2. Rack 1a is 
prepared in base both sides, and. as for metal mold 1 , the inside rollers 1 c and 1 c of a pair are formed in 
the right-and-left location of anterior part in the outside rollers 1b and 1b of a pair, and a hind right-and- 
left location. As for outside roller 1b and inside roller 1c, the difference (an inside location and outside 
location) is prepared in the amount of protrusions to the side in the same height. By this configuration, 
metal mold 1 can be gradually dropped in a sampling process, always holding the posture of metal mold 1 
into a horizontal posture by the below-mentioned inside-and-outside guide-rail 8a and 8b. and inside-and- 
outside roller 1b and 1c. 

[0025] The circulation path 2 consists of go-astern path 2c and 2d of rise paths as advance path 2a as an 
outward trip, downward path 2b, and a return trip. The solid-solution injector 3 of an extrusion type is for 
being prepared in the upper location in advance path 2a. and carrying out extrusion impregnation of the 
solid solution (for example, vinylchloride resin solution) which has a fluidity as a raw material of Cast A 
from the upper part to the metal mold 1 to pass. A pressurizer 4 is for applying a pressure from a crowning 
equally to the solid solution before [ the solid-solution injector 3 ] it is immediately prepared in the 
downstream (front) and coagulation starts, and offers pivotable press roller 4a. 

[0026] 5a and 5b are the boosters of a pair, in this example, were prepared in the location which separated 
spacing before and after being equivalent to five pieces of metal mold 1, and have offered the gearings 6a 
and 6b which mesh with rack 1a which metal mold 1 offers, respectively. Gearing 6a is driven by motor 7a 
with comparatively large (or rotational speed is quick) torque, and gearing 6b is driven by motor 7b with 
comparatively small (or rotational speed is slow) torque. According to the output difference (or bearer rate 
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difference) of motor 7a and motor 7b, the load of the pressing force of the direction mutually stuck 
between each metal mold 1 to drive can be carried out. 

[0027] Outside guide-rail 8b and inside guide-rail 8c are prepared in the right-and-left both-sides side of 
advance path 2a. respectively. Outside guide-rail 8b is for regulating and holding the height location of 
outside roller 1b which metal mold 1 offers, and inside guide-rail 8c is for regulating and holding the height 
location of inside roller 1 c which metal mold 1 offers. Thus, by holding the height location of each roller 1 b 
and 1c of metal mold 1, while metal mold 1 passes a sampling process, the condition of the medial axis 
which meets in the migration direction of metal mold 1 can be continued and held in the level condition 
according to an individual through between these migration. 

[0028] Go-astern path 2c is a path (return trip) for reversing metal mold 1 from the location which 
descended through downward path 2b. By constituting go-astern path 2c in a trunk mold, or giving the 
downhill inclination so that it may descend as it constitutes and goes astern in a tunnel mold Metal mold 1 
can be reversed to a self-propelled mode by self-weight, establishing independently the migration means 
for promoting metal mold 1 in the go-astern direction is omitted, and it contributes to power reduction. 
[0029] A cylinder 9 is for the metal mold 1 which downward path 2b was prepared caudad and arrived at 
the termination location of advance path (outward trip) 2a dropping reception and this to the Iriguchi height 
of go-astern path (return trip) 2c certainly. A cylinder 10 is to be prepared caudad, raise to reception the 
metal mold 1 of 2d of rise paths which arrived at the termination location of go-astern path 2c, and raise 
this even in the Iriguchi height of advance path 2a certainly. Moreover, a cylinder 1 1 is for forcing the back 
end side of this metal mold 1 in the condition that it was prepared in the entrance side of advance path 2a, 
and metal mold 1 went up to the starting point location of advance path 2a through 2d of rise paths, toward 
the advance direction. On the other hand, a cylinder 12 is for forcing the front end side of other metal mold 
1 in front of the descent located in the head of the consecutiveness ranking after the metal mold 1 
released from the sampling process at the terminal point of advance path 2a descends downward path 2b 
toward the direction where a cylinder 1 1 is reverse. That is, a cylinder 11 and a cylinder 12 are for pushing 
mutually all the metal mold 1 that can set advance path 2a inserted between two metal mold 1 located in 
said both ends in the adhesion direction from order. A cylinder 13 is for sending in the metal mold 1 which 
has descended downward path 2b toward the entry of go-astern path 2c. 

[0030] As shown in drawing 3 and drawing 4 , metal mold 1 consists of shuttering 1-1, a middle plate 1-2, 
and a rise-and-fall plate 1-3. Shuttering 1-1 consists of a configuration corresponding to Cast A, and in 
the case of the cast A of honeycomb structure which was taken up in the example etc., as shown in 
drawlng_2 , it is necessary for it to be for deciding the original form of a mold, for it to be located in the 
upper part part of metal mold 1, and to hold the uniformity of the thickness of a septum (barrel wall) by 
deciding the item location of many honeycomb forms correctly, respectively. A middle plate 1-2 is located 
in the middle of shuttering 1-1 and the rise-and-fall plate 1-3, blockades the whole surface of shuttering 
1-1, and carries out the duty as decision of the original form of metal mold, and a guide of cast sampling 
actuation in cooperation with shuttering 1-1. The change in the clearance w between middle plates 1-2 
(refer to drawing_4 ) is possible for the rise-and-fall plate 1-3 within limits to which it is located in under 
the middle plate 1-2, and descent is restricted by lower limit head 14a of the limit bolt 14. According to the 
strength of pantograph adherence pressure, it is stabilized and a coil spring 15 can hold the size of a 
clearance, when [ of the rise-and-fall plate 1-3 and a middle plate 1-2 ] doing, resisting the resiliency of a 
coil spring 15 and pushing up the rise-and-fall plate 1-3 up (the direction of Q arrow). By laying a head 
under the rise-and-fall plate 1-3, a knock out pin 16 is implanted upward towards a middle plate 1-2, and is 
prepared in a handstand condition. When the clearance w between the rise-and-fall plate 1-3 and a middle 
plate 1-2 fluctuates, it moves, and the tip projects the inside of two or more pin holes 17 prepared by 
penetrating a middle plate 1-2 on the top face of shuttering 1-1, or a knock out pin 16 retreats caudad. 
When the tip of a knock out pin 16 projects on the top face of shuttering 1-1, the cast A currently formed 
in the top face of shuttering 1-1 is sampled from the top face of shuttering 1-1. The increase and 
decrease of actuation of Clearance w are in the condition which regulated the height of shuttering 1-1 by 
outside guide-rail 8b and inside guide-rail 8c, and it can be carried out by making it go up and down with a 
means to describe the rise-and-fall plate 1-3 below. 

[0031] The maintenance roller 18 is installed in the location where the inferior surface of tongue of the 
rise-and-fall plate 1 -3 of metal mold 1 produces contact interference, when metal mold 1 reaches near the 
termination of a sampling process through advance path 2a and the passage location of metal mold 1 has 
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descended jn C. The amount of tip protrusions of the knock out pin 16 which metal moid 1 contains 
incf-eases/and the sampling activity of Cast A advances as descent of metal mold 1 advances further, after 
entering into contact interference. As an installation of the maintenance roller 18, use of the crowning of 
go-astern path 2c, supporting material, etc. is possible, for example. 

[0032] The mode which manufactures the cast A of the honeycomb structure as an example of a cast 
continuously by the manufacturing installation concerning this example which consists of the above- 
mentioned configuration next is explained below. By operating the manufacturing installation of illustration, 
the matrix of an endless track type which consists of two or more metal mold 1 starts operation in 
alignment with a circulation stroke. Impregnation of the solid solution (for example, vinylchloride resin 
solutionis performed according to an individual from the upper limit disconnection section by the solid- 
solution injector 3 of the extrusion type prepared in the upstream of advance path 2a to the metal mold 1 
which passes through the installation point of this equipment 3. Then, with the pressurizer 4 of the solid- 
solution injector 3 immediately prepared in the downstream, it pressurizes from a crowning equally to the 
solid solution (synthetic-resin solution) before coagulation starts through press roller 4a. Every one of the 
tubed honeycomb cast sections of a large number formed in the opening established in metal mold 1 extent 
of the pressurization in this case by the crowning A1 formed in a top face as band-like being monotonous 
Can combine all honeycomb casts in one and the handling as a continuation molding object (gestalt which 
connected [ sense / vertical reverse ] by carrying out the cast of drawing 2 ) is possible. And it considers 
as the pressure which is extent which can do the connecting plate A1 with thickness thin if possible 
(crowning), and the thickness of the crowning A1 as a connecting plate can be adjusted to arbitration by 
the handle which a pressurizer 4 offers. 

[0033] As opposed to the metal mold 1 from the 1st piece of the beginning which aligned through during 
this period at advance path 2a to the 5th piece By carrying out the load of the pressing force of the 
direction mutually stuck between each metal mold 1 to said five metal mold 1 using the gearings 6a and 6b 
which mesh with rack 1a offered on the inferior surface of tongue of metal mold 1 with the boosters 5a and 
5b of a pair Exsorption of the synthetic-resin solution from the contact surface between each metal mold 
1 by the pressure at the time of extrusion impregnation is prevented. 

[0034] While coagulation next starts by cooling a synthetic-resin solution, the sampling process of the 
metal mold 1 from Cast A is performed. 
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TECHNICAL FIELD 



[Field of the Invention] This invention relates to the approach of manufacturing continuously many casts 
with which the pars basilaris ossis occipitalis was wide opened through the cast top plating as a 
continuation molding object connected forward and backward, and its manufacturing installation. 
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PRIOR ART 



[Description of the Prior Art] For example, the injection molding approach well-known as a method and 
injection molding equipment which are performed from the former are common as the method of 
manufacturing the cast of the honeycomb structure which opened upper limit wide, or equipment. Since 
actuation is carried out by the basis of an easy and positive procedure so that it may be known well this 
kind of the manufacture approach or a manufacturing installation has the advantage that a reliable cast is 
obtained, can employ that advantage efficiently depending on an application, and is used as the high 
approach and equipment of an availability. 

[Translation done.] 
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EFFECT OF THE INVENTION 



[Effect of the Invention] There is the following outstanding effectiveness in the continuation manufacture 
approach and this manufacturing installation of a cast concerning this invention so that clearly from the 
above explanation. 

[0053] (1) By the manufacture approach of claim 1, since it both becomes applicable [ the continuous flow 
system by application of the knockout method of the solid solution, and circulation of two or more metal 
mold ], consequently mass-production-method organization can be realized, compared with the case where 
it manufactures by the conventional manufacture approach (mainly the injection molding approach), 
promotion of manufacture speed and reduction of product cost are realized. 

[0054] (2) Since the manufacture approach concerning claim 1 can be enforced certainly and also it can 
fabricate in the manufacturing installation of claim 2 continuously by carrying out easy [ of two or more 
metal mold of a fixed form ], and circulating them, while the manufacturing cost of metal mold becomes 
comparatively cheap, Since the cast which two or more knock out pins were made to project in the cavity 
of metal mold corresponding to the reverse sense to drop metal mold gradually, and carried out cooling 
solidification with the guide means is sampled, mold omission is performed certainly. 

[0055] (3) In invention of claim 3, the posture of the time of the coagulation of a cast starting in the middle 
of a production process and the metal mold when being in the process which samples metal mold from a 
cast can always be held into a horizontal posture. Consequently, that the non-set of the configuration of a 
cast is lost and the so-called good-looking cast is obtained, and when going caudad and sampling metal 
mold from a cast, since the direction of the friction surface on which it slides agrees with the direction of a 
vertical, sampling actuation is performed very easily. 

[0056] (4) invention of claim 4 — molding — fear, such as the contact surface between metal mold before 
and after adjoining with transfer pressure then estranging, and a clearance being generated in the 
meantime, or the solid solution leaking outside from the clearance, and coming out, although impregnation 
of the solid solution is performed in a certain specific section in process. — certain — it can prevent — 
rnncT^' 0 " actuation of the solid so| ution — insurance — it becomes possible to carry out certainly. 
L0057] (5) Force between the front end side and back end side mutually from order in the adhesion 
direction in invention of claim 5 to all the metal mold of the molding process in the location of the upper 
part in the circulation path of metal mold. It becomes possible to continue operation of equipment safely, 
without barring the smooth nature of circulation migration of metal mold to each actuation of entry of the 
metal mold in balking of the metal mold at the time of the descent performed in the middle of a circulation 
process, or a rise process etc. 

[0058] (6) Since it becomes claim 6 from the structure where the structure of metal mold is easy a rise- 
and-fall plate is together put possible [ attachment and detachment ] within the limits of predetermined to 
a middle plate, and a knock out pin appears frequently in a cavity, by invention, handling is easy for it and 
the draw of a cast is also easily performed to it. 

[0059] (7) In invention according to claim 7, since shuttering and a middle plate descend to coincidence 
a ong with a guide rail while being sent to the front in addition to the operation by equipment according to 
claim 3, a nse-and-fall plate being horizontally maintained by the cooperativity of a maintenance roller and 
a rail, two or more knock out pins implanted in the rise-and-fall plate project gradually in the cavity, and a 
cast is extracted from the shuttering of metal mold. 

[0060] (8) In invention according to claim 8. after dropping the metal mold conveyed to the terminal point 
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location of en advance path at elevator guard and conveying it to termination on a band conveyor in 
accordance with a level guide orbit, metal mold can be certainly returned to the starting point location of 
an advance path by the elevator style. 
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TECHNICAL PROBLEM 



[Problem(s) to be Solved by the Invention] Although the aforementioned conventional manufacture 
approach and a manufacturing installation can fully employ the advantage efficiently by the application For 
example, if it puts in another way when manufacturing very a lot of casts very much moreover 
comparatively cheaply for a short time has the demand to a cast When priority is given to a volume time 
tor delivery, or a cost cut over the demand about precision, such as a geometry of a cast by the 
aforementioned conventional manufacture approach or the manufacturing installation, correspondence is 
difficult absolutely and the so-called examination of mass-production method installation is needed from it. 

[0004] When an example is given, there is grass personal protective equipment of the grass parking lot by 
which the arrival eye is carried out the other day as an application of the cast A of the honeycomb 
structure shown in qj__wing_2 . As the grass personal protective equipment which consists of a cast A of 
honeycomb structure is covered with and put on the whole surface and a car is parked on it, directly it is 
made for the tire of a vehicle not to force grass, it has it, and this grass personal protective equipment 
aims at protection and its training of the grass in a parking lot, when parking a car at a grass parking lot In 
the case of the cast of the honeycomb structure used for such an application, it is certain that priority is 
g.ven to cast supply of an amount first huger than the demand about the improvement in precision of the 
geometry to a cast etc., and promotion of manufacture speed, and the demand to a cast is difficult to 
correspond by the conventional injection molding method to such a demand. That is, in order to rearrange 
the manufacture approach of the cast of honeycomb structure, or a manufacturing installation to the 
method which can respond to the above demands, it is necessary to throw away the conventional injection 
molding method, for example, to adopt the continuous manufacture method by the extrusion method 
LUUUbJ It aims at offering the continuation manufacture approach and the equipment of the cast which can 
realize mass-production-method organization of automatic system by this invention having been made in 
view of the above-mentioned fault point, improving the trouble on the mass-production-method 
organization establishment resulting from equipment being an injection-molding method conventionally 
adopting the circuit system by application of the knockout method of the solid solution, and two or more 
metal mold, and enabling implementation of a continuation manufacture method. 
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MEANS 



[Means for Solving the Problem] The manufacture approach of this invention concerning claim 1 for 
solution of the above-mentioned technical problem By pouring in the solid solution one by one and making 
it solidify to two or more metal mold remitted to the endless track type through which it circulates in the 
state of a matrix It is the approach of manufacturing many casts with which the bottom edge was wide 
opened through the cast top plating continuously as a continuation molding object connected forward and 
backward. ** The extrusion impregnation process of pouring in the solid solution to this metal mold during 
migration toward the terminal point of this migration from the starting point of the outward trip in which 
said two or more metal mold carries out advance migration, As the poured-in this solid solution solidifies as 
a cast, it goes from an adhesion condition with this cast caudad one by one to each metal mold. ** By 
[ slight ] making it break away a dimension every The sampling process which samples said continuation 
molding object from said metal mold, and the downward process which descends the metal mold released 
from the sampling process at the terminal point of the ** aforementioned outward trip directly under a 
terminal point location, ** The return process which goes metal mold astern along with the return trip 
which it was made to incline downward [ a condition or downward ] near a **** horizontal, and was 
prepared from the location which descended, and which carries out go-astern migration, and returns to the 
directly under location of the starting point of said outward trip, ** It is characterized by consisting of a 
rise process which goes up said metal mold from this directly under location to the starting point location 
of said outward trip right above. 

[0007] According to the manufacture approach concerning this invention which has the above-mentioned 
configuration, with the gestalt of the continuation molding object connected forward and backward through 
the top plating cast by coincidence in many casts with which the end (whole surface) was opened wide, 
many casts can be continuously manufactured from an extrusion type injector by carrying out sequential 
impregnation of the solid solution at metal mold, consequently mass-production-method organization can 
be realized. Thereby, the manufacturing cost of a cast can be lowered sharply. 

[0008] The manufacturing installation of this invention concerning claim 2 for solution of the above- 
mentioned technical problem By pouring in the solid solution one by one and making it solidify to two or 
more metal mold remitted to the endless track type through which it circulates in the state of a matrix A 
conveyance means of metal mold to be equipment which manufactures continuously many casts with which 
the bottom edge was wide opened through the cast top plating as a continuation molding object connected 
forward and backward, to make a single string continue mutually in the state of adhesion, and to convey 
said metal mold of a plurality horizontally, b) The extrusion injector which is arranged above the metal mold 
conveyance starting position of the conveyance means of this metal mold, and pours in the solid solution 
to this metal mold that carries out advance migration, c) The pressurizer which adjoins this extrusion 
injector, is arranged to a metal mold conveyance-side, presses the top face of the solid solution poured in 
into metal mold by the predetermined pressure, and is continuously fabricated to a flat field, d) A guide 
means to guide metal mold below gradually using the conveyance force of metal mold, It has a draw means 
to make two or more knock out pins which can appear freely frequently in a cavity project from an inferior 
surface of tongue upward to migration in the lower part of this metal mold corresponding to the reverse 
sense, and a circulation means of metal mold to circulate the metal mold e Sampled to the conveyance 
starting position of said metal mold. 

[0009] Since the manufacture approach concerning claim 1 can be enforced certainly according to the 
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manufacturing installation according to claim 2 concerning the above-mentioned configuration and also it 
can fabricate continuously by carrying out easy [ of two or more metal mold of a fixed form ] f and 
circulating them Since the cast which two or more knock out pins were made to project in the cavity of 
metal mold corresponding to the reverse sense to drop metal mold gradually, and carried out cooling 
solidification with the guide means is sampled while the manufacturing cost of metal mold becomes 
comparatively cheap, mold omission is performed certainly. 

[0010] It is desirable to equip with the guide idler guided for said guide means at said metal mold so that it 
may continue in the level condition according to an individual through between ahead movement by the 
condition of the medial axis which meets in the advance direction of metal mold when [ according to claim 
3 ] said metal mold goes caudad one by one from an adhesion condition with a cast in accordance with 
[ like ] said guide means, a level condition is mostly maintained with addressing omission ****** to few 
dimensions and it moves forward and may hold, enabling free rotation. 

[001 1] According to the manufacturing installation according to claim 3, by composition with migration of a 
**** horizontal direction, and migration of the direction of a vertical for sampling actuation, the locus of 
migration of metal mold while moving a sampling process becomes possible [ regulating this horizontally 
powerfully ] to the inclination which is easy to serve as a posture of slanting facing down according to an 
individual sometimes, and can hold the posture of metal mold into a horizontal posture. The evil by the 
posture of metal mold turning into a posture of slanting facing down When going caudad and sampling metal 
mold from that there is a possibility that coagulation may start with the condition which is not level, and 
the configuration of a cast may become badly made in the condition that the poured-in solid solution has 
not solidified completely, and a cast, It is the direction of the friction surface on which it slides mutually 
not agreeing with the direction of a vertical, therefore being unable to perform smooth sampling actuation 
easily etc. These problems can solve all very easily by continuing and holding the medial axis of the metal 
mold in a sampling process in the level condition according to an individual through between these 
migration. [0012] It is desirable to establish the means which carries out the load of the pressing force of 
the direction which continues at the specific section according to claim 4 with the molding process which 
carries out advance migration while impregnation of said solid solution is performed like, and is mutually 
stuck from order to two or more metal mold under migration. 

[0013] According to the manufacturing installation according to claim 4, impregnation of the solid solution 
is performed in a certain specific section in a molding process, but Although there is a possibility that the 
contact surface between metal mold before and after adjoining with the transfer pressure at that time may 
estrange mutually, a clearance may be generated in the meantime, and the solid solution may leak and 
come out outside from the clearance By restricting the stroke section before and after performing 
impregnation of the solid solution by the configuration of this claim, and carrying out the load of the 
pressing force of the direction mutually stuck from order, the exsorption to the exterior from said 
clearance can be prevented, and it becomes possible to carry out impregnation actuation of the solid 
solution safely certainly. <BR> [0014] It is desirable to form the back end side of this metal mold in the 
condition according to claim 5 of said metal mold having circulated and having returned to said metal mold 
conveyance starting position like, and the pressing mechanism for forcing between the front end sides of 
other metal mold mutually in the adhesion direction from order in the terminal point location of said 
advance migration. 

[0015] According to the manufacturing installation according to claim 5, to all the metal mold of the molding 
process in the upper part location in the circulation path of metal mold by forcing between the front end 
side and back end side mutually in the adhesion direction from order It becomes possible to continue 
operation of equipment to each actuation of balking of the metal mold in the downward process performed 
in the middle of a circulation process, or a return of the metal mold to a manufacture starting position, 
without barring the smooth nature of circulation migration of metal mold. 

[0016] Like, said knock out pin can be implanted towards the shuttering [ which consists said metal mold of 
a cavity according to claim 6 corresponding to said cast ], and middle plate side which drilled two or more 
pin holes which two or more knock out pins penetrate possible [ frequent appearance in said cavity ] while 
blockading the whole surface of this shuttering, and this middle plate side, and it can constitute from a 
rise-and-fall plate which can attach and detach within the limits of predetermined to a middle plate. In 
addition, needless to say, the middle plate which blockades the whole surface of shuttering and this 
shuttering can be formed in one. 
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[OOJ 7] Accdrding to the manufacturing installation according to claim 6, the structure of metal mold is 
easy, since a rise-and-fall plate consists of structure where it is together put possible [ attachment and 
detachment ] within the limits of predetermined, and a knock out pin appears frequently in a cavity, to a 
middle plate, handling is easy and the draw of a cast is also performed easily. [0018] 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is the general drawing showing the outline of the continuation manufacturing installation of 
the cast concerning the 1 st example of this invention. 

[Drawing 2 ] It is the perspective view showing the cast of the honeycomb structure as an example of the 
cast manufactured by the manufacturing installation of ****1 

tov^ng_3] Metal mold [ in / in ^awin&^ (a) / the III— III line position in drawin g 1 ], the sectional view of 
the circumference of it and ^awing_3 (b) are the sectional views cut by the H line of drawin g 3 (a) 
LDiiawmgJ] It is the sectional view of the metal mold in the IV-IV line position in drawing 1 , and the 
important section of the circumference of it. 

[Drawing 5] It is the general drawing showing the outline of the continuation manufacturing installation of 
the cast concerning the 2nd example of this invention. 

[ Drawing _6] It is the perspective view showing the cast of the honeycomb structure as other examples of 
the cast manufactured by the manufacturing installation of drawing 5 . 

l^mngj} Metal mold [ in / in ^wing„7 (a) / the VII-VII line position in drawing_5 ], the sectional view of 
the circumference of it, and drawLng.1 (b) are the sectional views cut by the II— II line of drawing 7 (a) 
lDrawmg_8] It is the sectional view of the metal mold in the VIII-VIII line position in drawTngT, and the 
important section of the circumference of it. 
[Description of Notations] 
1and1' Metal mold 

1-1 Shuttering (Body of Metal Mold) 
1-2 Middle Plate (Body of Metal Mold) 
1-3 Rise-and-Fall Plate 
1a Rack 

1b Outside roller 
1c Inside roller 

2 Circulation Path 

2a Advance path (outward trip) 
2b Downward path 
2c Go-astern path (return trip) 
2d Rise path 

3 Extrusion Object Injector 

4 Pressurizer 
4a Press roller 
5aand5b Booster 
6aand6b Gearing (pinion) 
7aand7b Motor 

8b Outside guide rail 
8c Inside guide rail 

9, 10, 11, 12, 13 Cylinder (elevator style) 

14 Limit Bolt 

15 Coil Spring 
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16 Knock put Pin' 

17 Pin Hole 

18and18' Maintenance roller 
19 Rail 

21 Guide Orbit 

22 Band Conveyor 

23 Bearing Roller 23 

24-25 Inclination guide section 
A-A' Cast 
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mmmwk vxmnmzmm-^mt^commm 

izmtz>i>cox'$>h. 

C00023 
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ti& t^om&tfb r> . mmzi ->x\**<?>M&$:&.fr 
•fzkwvtx. mmg.<mwt>mi$ii xm&t vxm 

COO 03] 

*3 J: l^Sii^giS , mmz J: o T tfOf fl/££ 

[0004] -m&mf h b . ^2 fcjjr$v\zi# Afltit 

[0005] dOWWi. ±SG*>W^Wc»fcT$rS 

t cox\ mmmmmmmui^x'b hzt ess 

xmffiW&tt<7>m!Jl$:-*Jf£t-thZb lei 9 , iltet 
[0006] 

<7>m&muz&&*mi<7mmiimii.. wmt&mm®. 
mj£iznn<7)t)mx'mt>tix < &ime>&m(,zm.x . 

Efi§#£)i&K&ALT^$tfS<IJ:{Cj:'5, 



® is&a $ ix^sjjs^^^aa b ix&®i-&&* 

fc£T#tcfo*oTtt**rra^*K3«4 £ b izX 
is 

(3) ffrieaSS^jST'^BXXSA^SSc^ix-t^SSr*? 

statu WEttB««tej«^irFfflSi4-ca»-r6tw»i 
at. 

<r>xbh. 

[0007] ±Eo««*irrft*f6Wte«4WdWSrife 
[0008] ±IS<OS8SS:«^W>!ttf><OiS*^2 tCfiBS 

*»w<oiiaafflBi, mm?&mm®M5sttznm<otti& 

X'&btiX < hmvO&gllzMLX . EB»*Sr«acfc:ft 

&b Lxmrnjizmti-mmx-b^x. 

<v&mmmm&<7>±mzMi&2tL. mm^m-r&m 
&M^<?>mmito&AZfi5witiiZAm&b. c)m?& 
mAmmizmmLx^m^mmm^mmti, ^m^z 

^Wj:Wi,z\m?hWBg8.b . dJ^M^ffij^^SrfiJffl 
<0T^<0^|ft^j£|fi] £ £*f*5 LTTB* 1 t'-f -f 

[0009] jje<^WA(c«sm^3S2isnos!]esgE 
tc j; *uf, it^js i tz&zsmijm&wmizmmx'Z h 

z b izx vrnmLxfrnx-z &e>x\ temnmrnwit 
mmmsizKcz bbbiz^ m Y3mzz.->x$m.*m 
'dcru $ it h <viz s iztt m l x m^comm tr y * ^ 

[0010] 3 fcKttW J: d lc. fris^-f H#a 



vmz m mmcoffl zmtx mmnzwvmizim l x « 
ft^-hxdiz. mz&mizmitfj v&&izmmix& 

[0011] lftgg!3IEtt*>Ktt3gSfc: J: 6 . SflRi 

k^h&m^zm>T\ftib<n^k%^%\^m^i l zft 
o , &m.<nm®z mz*¥?rftco&mz&ft-t h z b # 

X'ti. £Elcom®timtbTftZ?)gmz%&Zl:l l z£ 

apm*. mx LKmmm^&zmi lx v *rjb 
<ot%, ^&comwtf*¥-x'tc^vm<o&tx'&fflw 
tfct^x^&<r>mitf^iiimz%:z>}3ztT.tfi$ > &z 

b. %^mzfc§!&frt>&§!$:T1jl,z\is\fr-?XikZW.& 

^.^zmm-thmmm^m^ms^t^m.^: 
-r. *<nrzfrvm%wm&fttf&mz<\\zb^ tct'x- 

Tlimc*miucisii LX$m? h z. b i. *) s .rft 
c o o 1 2 ] m#m4 kkkcdj; a frieiimoa 

[0013] 11^^(4 IE^«8)t^i:{C J: i> i; . HI 

g*c7)^ ) l>^$^ls^^^fev^TEI^s(^c^o^iA* ^ ^T*)^^i. 

0&fcfcffi;Wf Stella L T -?■ ^cRRRa*^ t , H^ft 

tfz<Df$mfrt>ftmzmix& h a ttt&h & a* . *n$ 

±tst. mmw<omxm^^±mmzmmi'izb 
c o o 1 4 j tt&mstimco x o fluie&stftf gts 

tmwt. i®mmm&®<m&ffli;izts>,\xm<o&w<?> 
mma t com*mm>t>mmz®miTfat,zw ufttt § ^ 

cooi5] nt»m 5 imcowmmmz x&t. &mc?> 
m%mi&'t>co±3f&&t l zb h mmjLno-t^xo&miiz 
»u *(oi®i®mbffli&mk(om&mtkfrt>mmzig% 
■xmzWLftv&z.ki.zx*)^ maMv&wz&^x 

teiiLW^<7>^<7)m%%pc?>&im!,ztt l , &m<vmm? 
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[0016] M#R6IEttaj: 5 (c. «K£3!£. MIE 
fiSUrPntcttJE-ri.*^ b'f -f . 

b z<r>w&<?>- mzm&^&wgmb z-ftizmfH-tz 

ZbWX'ZZ. 

[0017] ut*JS6 izwMeommmtz±tu* . 

[0018] fclB«<?3J: -5 tc, wm±M^m 

^ FU-/Ui:l(rE>M8a-9*jKl*i-r*j'HJI^ h'U 

WizWtV&ZbWX'ZZ. 

[0019] me97Kttam&Bmtz£ixa* 

3 iE^cO^gtCj: hftmtziUtX , WMR**«l*n-5 
i: Xs—iVb coUfflftmizX oT*T«f #$ftooH3:fr 

[0020] ib^js8 izMmn* o ic, vazmaMBtn 

8MBTWW'f H l'—/\'CrmmSL&£.m&tJMz& 

zfcwzmmmmmmz^mzmjj^fartxmkL. m. 

[0021 ] 8 Ett<^HJl*SIk: J: iUf. mTiiii 
■ti", ^^r^-f ^WtMizm-yX^/Uh^X^lz^^X 

[0022] 

sn&umb mwmtmiz-mxvmfa'mm tmmizm 
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o'V ^X £TF£B L < K«t6 . 
[ 0 0 2 3 ] m 1 li^n(cflt&ri^a»HnGKWK 

^£ftfti^p a p<7)-#i|k LTW^#A^^j£5/ D a q £ 
S-^SMKH . B 3 ( a ) itm 1 1 1 1 - II I JSfilC if 
h&Wb*<nmi<?Mmm. @3(b)lj:i3(a)^I- 

iux*mmLtzmmmTb*) . 04*412 i+oiv-ivm 

[ 0 0 2 4 ] 0 1 (cfcwc s 1 tt*WTi4. H 2 K: 
^Mp a pAtc^ETi)^^tc7)T\ Efr5&H {tibia 

1 0 0 Omm) TBfje*S (fetilf200mm) frh 

ilB2*ciBor«ii»«FS-fr4><iS. 1 ttlKflBPf fl 

a-5 1b, lb. 5r^Wcf*3Ote&fia^-W(J0rt 
ffillo-^ic, 1 c36«K*t«><i4 # >HBn-5 1bfcrt 

QXktmtsai) im»htix^b. 

SflXlglcfcVvC. McOrt^W^f Kl/-^8a • 8 b 

ftdk#T'&ft. 

[0 0-2 5imiR2ll &&tLXcr>mim$&2 
a, Tf&MK2b, fS8&i:LT^f^ifflg82c^J:lX± 
#MK 2dJ:0M 9 #fflrt^H»<*S: A*B 3 ttlHI 
ilK 2 art^±affi«teRtt&*u iffifrf ft&S 1 (CM 

ftfc^Ofc^T*ft* JdJEESIB4«. @^ftoiA£IB3 

mmzttLxmm>b^i,zj±xt:ini&tifr<7)i>v) 

X\ 0^ffi5:ff£ED-^4a**^S. 
[00 2 6] 5a;fcJ:t/5b(4-#07 r -;^T\ 

t«&s i nsmmzm^mmmzmxti&wiz 

R(t4>fu 4ii7 7 ^ 1 a 

^■5®*6a;fcJ:tf6b£*&;tT^& 0 **6a(4It 

7 a^ioTBSftSii. ttK6 bttJfc«Wh;l^<3/jN$ 
(*ftM4IIMESJK<03lv*) ^e— ^7b^J:oTlgiS 
^-?7 ak*-*7bkOtt;ftJ| (£>ftU4 
fflBSBSftiS) *ft«x<a|g»?-ft&g!i ofS 

Cffia Cc?» £ it ft 3frf*j<0J¥ ft # £ S?Tf ft C k #T & 

fto 

[00 27] Bft£ilffi2 a^S^WfiJffifc:. *Mffl#M H 

♦tfeixS. £Mffl#>f KI/-;P8btt« KO-fSr*. ft*h 
ffllo-^ i b<7)mZ&&ZMMLVm*t&tzit><?)i>coX* 



ft. i^iotC^Sl^O-tfL-FiieOo-^l b • 1 c<7) 
WSfflBSr««rt"4C:i:fc:J:0. ^ltfftttiefcii 

a+tcAM i <n&WFjjmzmo#&&<o^*ffimco 

frft. 

[00 28] f431il»2c« > T^jlK2b^3loTT 
RUfcflIB*»fe£ffll Sr«*3tf ftfcrttfSIB (flB) 

*/l*fc«Mtl/C* S^ftfcLfctfoTTHM-ftJ;? 
^t-«Lii^ft^co»»#aS:SirtcS(t4e03&<«"ieS 

<iT»*a*fcw^^ft # 

[0 0 29] y'J^9(l ™»2bOT*teW* 
MiiilK (ffiBfr) 2a^)«FfiBffiBK:aLfcAffl 

nm&z&im*). ztiztmsmum) 2c cox 

□W5iTT»$'e:ftfcrtcot<30T*)ft. y'jy^io 
(4. ±#a»2d^T*KRJt4>3flT. f£5t3iff£ 2 c <?) 
*«tMteitLfc&ffl 1 trWQz&im 0 . <! ixSrmBt 
31SS2 aOAP*S«C*T±#SltftfcafcOiOT& 
ft. ifti/'J^l 1(4. ttJfca»2a£>APHfc:RW- 
fc*U 1 tf±#IR 2 d Sr^T ffttSffi 2 a« 

1 2(4. huj1>I8&2 a^A*C«V^Tft»G:a*^»« 
Sflfc«IBl*«TBH»2 bftT*Lte*fcOfBIBIffi 

ojfenfcffl»rft TBafr^)fs<5o&a 1 ^>fjasB£ . ^ 
v>yi ifcJ4»^*m{crt*»->TffUWtftfcft^)fc 

<0T*ft. t«rfc%yy^l lky'Jy/l 2k(4. 
UiBP5«8CcffiBt"ft 2 flico^S 1 <50Elfc:8& fift tjjsai 
K2 a<Dfc(tftt-^T<7)&M 1 Sr. luf^^fflS^S 
*Wfcl¥Uftitftfca60t^)T**. S/U>yi3(4. 
TK?1S§ 2 b SrTI^ t T # t^^M 1 ^f*itfflS& 2 c cox 

[00 30] 03 • 134 ^-^J: 3 (C. Milt M» 
1-lk, +BB«l-2fc. imWLl-3b ctD^ft. 

fflti-i«. s^Atatj^ftfWRfr^t). mo 

KWfr«Uet"ftfc»OfcOT. Affll^±*»4MciaB 

Kb'cotg&lfZl^ 02(c^J:o(c. 
0*^B**fi^iiJElltcl|ft^ftCl:fe:J:->T. Pi 
S (MB) ^J»S^ITttSr««r"rftiJai^»&. +IBI 
1 - 2(4. S# 1 - 1 k#l$«[ 1 - 3 k (V^mitZ&W 

^ KfcLTflWkBtf 6. #K«l-3(4*H«l-2 
OT^^fiBL. ©JRg^yUh 1 4 atcj: 

oTTB*««IKS*lftlEHrt"C*IB« 1 - 2 k^BIO» 
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li. #»«l-3t+ra«l -2 fcOlSJte&oT. 3^ 

1 5 e&mitziK i-xmzm. i - 3 * _t2r ( 

1 6«M*£#»«i - 3fc«i^*£ fcfcj: Deisms 

i - 2 cmtt±i*i* fc«»s*i. m&vtmizi&vtyti 
h . sks i - 3 1 #fsm. i-2t comnm m^mm 
i-&t$, 58aievi6tt*nB«i-2*jeiUTKft 

i - 1 nimizmtHL. bhWiT-frizmtth. mm 
try i e><r>%Mitfw& i-i co±ffitc^ai-ri. t # . a 

ttl - l<9±®fc:jej£SixT^£j£&&AliSm - 1 

- 1 OiSSS-MltaM Kl^-rt^S \>tct±mzp\MiM H 
;i/8 c £J: o T»M LfctfJOre, 1 - 3 

TO?**. 

[003 1 3 1 8Ji. i&IU «*tt£iIB2 a 

St 1 «)lW658liJty 1 6 c05tS5gtH»^*tiSDt . fig 

RftL-TJi, tztti$tmmm2ccomB*?3&m%b' 
[0032] o r iziMzm&fr *msmiz& h si 

j£S?«ft A£j3s$K LTWfrt* JMlteov >T CTTOBMIW- 

tixth. m 2 /m^2si(r)±^M^zm^htitzm\!^crm 

WW&XmW. 3 fc i *) , 3 <0RJBfijSi€:aji^4 

1 Cc»LT±*H5Mft*J: OfflSftcpgigfe (fck z_ 

»SAii 3 Of <T8tMfcR»t f>^SDEJIS4 
C<7)^«OjDEcogJK{i, &Slfc&frt£>*ut£IH»rtfc: 

tK Tm&ms&pmt Lx&tRzti&m&A 1 cij:-? 

EJtSf* (H20«aasJtT3!!l*l*fc:l,T3ffl»Lfc» 

m^mtm (mm a i #-cs a^s^E^t u as 

[00 33] iOBItatTffiHBI»2afc:aEy!lL.fc« 

DwMimfrt>&5m&-v?>&w.ii l zftL, —n<r>f- 



X?5a, 5blz£r,X-&mi(r>TMI,Z*%z_&7v7 
1 at Hindis* 6 a, 6 b Sri$oT MIS 5<1<7)^S 
lfctfU #ifeSilOStc;ffl5lc^$Hi-i>^iS]<0}ff=f 

[ 0 0 3 4 ] oSTfc:. ixS 
<£ O^H^Sfi* 6 1 i: t>lz. f&gl8,AfrC > <7)&m. 1 Oft 
SXXg^'fi^iia . mriiiiK2atf53F&Mlfflffifcigft^ 
V\y-)V(T)o-h, flflMM Fix- ;U8b<iS# 
l-10*=flri65HBn-5 1 b<0Wt?fiai&«iWL« 

twr&'K rtiw^M hw- ^8cfis# 

ft-t h Z b h . *tlb m&it,z . M# 1-1 co^ift 

1 1 - 3 i:OrHc0Ptraw$r^§[J(i<j(cti«tT. 

^Mp^A^^^MI JTSr-^ifetlXSJtfX^^St LX 

[0035IM1 <55StlXX^Ci5V%T . f&MSIiAfrk 

#sfc lt. xmmwTm^btix^&mmt-ownm 
<ox'$>z>. 

[0036] (a) ^Sl«0«l«t UTT*SB-«-tC#K 

g iE<r>mim i - 3 $r mix v ^ . 

[0037] (b) «*«l-3<0#»teJCt"C. A 

l <^)M# l - 1 1 jSMpdA b nfflX'ftWrt < 

[00 38] (c) tklRXMcO^h (,z& ^mmiz N & 
9 1 OJWWRl - 3<0TBk** :: FIW-6«»o-5 1 
8 Srigftr 

[0039] i(7)J: a S^itWTIi. 

Sr. 3-f;W\**i5<0»«*i:#PMEl-3<oi*4:fc: 
J:-5TT^rCiei*»oT5ISSC<. o#'{c. 'Wi.Z.miX'ii 
4 VU-MzMfflZilXPiZCO-fr!!!] (I24#b§) tfOTI^ 
S:iEtf+Wgi1*l - 1 CCttU SfltciaftTtfifeSSfo— 5 l 
8 X -> X m$m. 1 - 3 <0TP$ X h -y 7^ Cl b lz X 

*). tsnmzsmi- 1 Aliases* LT3sastr:'i 65: 

Ati. aBHWfcaa»l-l«j'Hcft*SSl<t,ft6. ^^J: 
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oiz, ^l^KESt-SB^tT, &&mm& 
iB.<vmm<omnftB b^mtx zti<?ti<o&mzmv)%: 
ftmtm*&h-£xmfr?z> zbifzxo. £*&>x$m 
WTi$®mnimjMtf&m^{,zftfrti h z tt,z%&. 
[0040] ^muMn&matz&^x . i co 

SiBSrfflMLTV^MH^ KU- ;U8 b&^lAcrtffll 
^Hl/-/l/8cil v^T*lfc»3BS^B?^fflSr^T' 
tcWOJRfcflTiSO. ft»n-7l 8tZ&&=?&l>fflt 

lt # fc i/ >j >y9iz£ ixmmizznimiz&imb 

ti. Zti£imMS&2<:C0XnmZ&TTV£Zli:tzC0 

^yv^i3tcj:orttjaBre2coA , 3P(ciS0 
aitiiB2cJiaatirHKcr6j*»oTfil^fc:T 
Oi^M^tioO, »3ElK2crttf>£fflitt. 

smzzv&jmiztmziihztwx'tznv. muz 

8»#K*Rtt4*fc»*ftOr<. ft 
S5IS&2 c £iIjELT±#5i&2 dlSSLfc&S 1 14. 

K2a^APS$^*T-±#$ii:^ixSo 

[0041] s/y^iiti/y^i 2t« N Bjiftil 

S&2 atOWSB^aW-S 2il<7>&M 1 4>HIK:8&**lft-*- 

V^Tff *>#l&T»XSte*$*t6 AS 1 OttKft I) VMi_L 
#xajcij»t6 All 1 ^>#A«w>*f»te» U 1 

[004 2] C:^»W^RJft«IBfcJ:oTWtSti&iac 

m&AtrzmmztihttntL'Zi^ titta. mtv- 

1 2 0*O~7 Or^^THaift-ffcLfcfe^— Mi: L 

[ o o 4 3 ] m^x. *¥tw<7)m<7>mttimi f zi%hWiim 
9tiwm£x~3*wtmt&. m5imv>mmmi t z{&&& 

m&&wt,z±^xmmzti&j&m&<om<7)-mt lto 

^~#£>ffimcr>f%mSh£7ik'f®mM. 07(a)lii5 + 

7 < b ) J40 7 ( a) <OI I - 1 ItRTWSr Lfc»rffil2T* 0 . 
08**12 5 1 1 -VI I l«fflaK:ts*t &&§lb %<?>ffl 

[0044] Wm^&tim&A' te. BI6t*tJ:3t 

to*:sasA3j:R«t3tf:c:-?)^ 9&mtm<w\- i?J* 

^*IS*L*vU:3teRttTfc*km\ ®S#H&& 



[0045] #^§8^g#Sg 1 SOHJJfc »*r * i: 
C5«TlE^'Cft&. 05 • 07 - 08(C 

TffiT*$ (jiff) ^rita<o*HffiB^t5v^T«*-rfi](cia 

WSrfcW-tffiRU ft*y?>tf4 Kl/^8a • 8b£E 
R^^ffiBftifi^^^rU-yU 1 9 ££#7 p-a 2 0 
Sr*hLT»Rl/0*6. — »JRR#;Ph 1 4^JHH^ 
3>fA^*l 5£«< ggffie^l 6£f£S a a a 

A' ^«A2^fiM*T*3&»fe#PL±W r *J:d*cKB 
I/O**. i*Ui. SStfitT^l 6 T'KMnpA ' £#L± 
*f*Rfc. WL±tf^^^<^oTt^p D pA' |c» 

tf>?&«. 4fcsS»a-518' S:JM*K1-3<0T 
H+IBffi«fcRWfc*)l±. Ml' <0TRiI»2bT. 
T*(C«aft§ilfcU-^*^«i$a-^ 1 8 * WMxfc 

mz&m i tfimmnsmbm&thz t%< ^a-xc 

[0046] fJBijIi&2 cfcL *ff«T«rt^On-9 1 
b • 1 c*>ffifmtf4 Kfi312 l##¥fc:BRS*u * 

oft*>ofc:<r>f Kttii2 i coT^izm^xmmm^ h 

2£*IE1f $*VO*&o <;Phr7^j r2 2cO 
_bffi E^Sff ( ^ h ) 2 2a 1 - 3 OT®<0ifI 

X±9tm&2d<7)TWtz&Mltfiim'£tli>. ^ 
;!/ h r? 2 2 tci &M 1 OHmiW&Z't&tz 

tpmm. i - 2frt>mm\ - 3 srT*A,«as^4 

(ffl®c7)**^T U y^o-^ 2 3 SrEHSettttt* 
T^»2bOT«T«ail»2c<0AnftiS*c. 
mi<V£'0l,zimtf4 H»2 4SrRJt. d^M^M H 
SP2 4^flSffj21^fp v ^T<rU^^n~^2 3**g?r*l§ 

ixi> i t (c x 0 . 1 - 3 a**ra« 1 - 2 3^ fesfiso 

WtCT^fflira LXJSWfifo < X 0 o X v * * . 4 
fc. ±«a»2d^±STWBtt31»2a<OAPft3a*ct> 

if V^a— 5 2 33&««W^r 

^ F»2 5«Kfl§*U »B«1 -3**+ISI«l- 236> 
^SW^T^Si^^ftl) J: 0 ^otv^. 
[ 0 0 4 7 ] JJBLfc ^ C *>&m 1 SU6^SS5S^B^ 

T^40T8«*»«. ClCir. flt29EM0ncfl(* 
K3t^BtCoV^T. ^^^A^itOfigffifpA' ^r^L 

[0048] 1 mmizi zwrnrnm 

-5ft4 ate J: 0«ia^i6* *BjcO*fiEfflJgJ8atC»L 

xmm^^mzME^ti. mmiz&vtco^WLb lxb 
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¥\ Lfzms mv>&m 1 izn t . — *t soy-* ? 5 a . 5 

Wtti&.A8f<r>EEjjl,zi. 1 S^Mffi*^co-^fig 

[0 04 9] ZnZolzLX&Ml' j5*EI5<0:£#|*lte 

ttas/ifciac. ^mmmm^m^ti^ztizx*) 

1 ' oaffiXS**!?**.*. .hKLfcJ: 3fclWBiIK2 
a CO j| $ ?f|6]<7){3 U — 1 9 ifimt 4>il 

ftMl' li. #^1 -30Tffifc:§6WI:fiM#o-5 
18' &U-fl>l 9KJg«L. M0-7I8' 
L&a^&Ml' A^BHSiiS. WWW KW- ;P8 
b • 8c(c^rt$ii, ^1<JDM#1-Ifej:lf+H« 
l-2#*¥fcflm$ftoo|fc«KTI*LTfT< (£3 
0<2SSrT{fT^< ) . #R8U -3«9TB5<0« 
18' tfV-lVl 9fcSa*L,Tjfeff LTV^*» 
#&«1 - 3<?5±T*l*Iiaati— ^tttj*sn-cv> 
Afil«fi«»l-l*jJ:V+ia*l-2fc:»L 
#»« 1 - 3 **jgi£ L . %$Hcr>m& t>16 MgaA 
A' <5DfUSA3<OffigSrT**»4>#L±»f*<OT, 
p a n A' OStM - 1 vh-> 

*>xixtf, fiSSAA' <0±T#fa<^{iate^t-i+-f;'k ;! P 
t(3 5 fi02E(|]^iH- 1. , &M1' «fiA' 

[0050] -f LT . 1 ' cO&ftn-? l 8 ' **U 
-;H 9i9\-tl. &mi ' »4T»aB2bte»-9T«er 
★TfcHflrSfifcttJB <«J*o-? 18' **£Sl ' £ 
te&TkWz&tt-t&mmt: fc o ) T«Tt6. Ml' 
<9l*tf[-<0#-r Ho-58b • 8cW K«t5i2 1 ±te 
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